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© Apparatus and method for preparing printing labels 

@ An apparatus for the processing and segmenting of a cover-forming laminate web or sheeting 
structure which is adapted to interconnect a plurality of containers, such as the base members of blister 
packages each of which is designed to contain a hydrophilic contact lens in a sterile aqueous solution. 
More specifically disclosed Is an apparatus for the imprinting, perforating, slitting and cutting the 
laminated web structure such that the severed laminate segments constitute printed covering label for 
an array of such containers, and whereby the laminated web or sheeting segment may be severed along 
weakening or perforation lines so as to provide a separable packaging arrangement for individual of the 
containers which are subsequently adhered thereto. 
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BACKGROUND OF THE INVENTION 
1. Field of the Invention 

5 The present invention relates to an apparatus for the processing; in effect perforating, cutting and severing 
a continuous laminated web or sheeting structure into cover and printed label-forming segments each of which 
is adapted to interconnect and sealingjy cover a plurality of containers, such as the base members of blister 
packages designed to each respectively contain a hydrophilic contact lens in a sterile aqueous solution. More 
specif ically, the invention pertains to the provision of an apparatus for the perforating, slitting and cutting into 

10 specified segments of the laminated web or sheeting structure such that each severed segment constitutes 
a printed covering label for precise placement on an array of such containers. The apparatus contemplates 
the laminated web to be imparted with a plurality of spaced weakening or perforation lines prior to segmenting 
thereof so as to provide individually detachable packaging arrangements for each individual container from 
the array of interconnected containers. 

is Moreover, the invention is also directed to a novel and unique method of perforating, slitting and severing 
into segments a continuous web or sheeting of a laminated material, such that each severed segment is adapt- 
ed to form a unitary covering and printed label for an array of containers each containing a hydrophilic contact 
lens in a sterile aqueous solution through utilization of the inventive apparatus. 

The packaging of hydrophilic contact lenses in a sterile aqueous solution is well known in the contact lens 

20 manufacturing technology. In particular, packaging arrangement of that type generally consist of so-called blis- 
ter packages adapted to be employed for the storage and dispensing of the hydrophilic contact lenses for use 
by a medical practitioner or by a consumer who intends to wear the contact lenses. Such hydrophilic contact 
lenses, which may be disposable after a single wear or short-term use, are Inexpensively manufactured from 
suitable hydrophilic polymeric materials, for example, copolymers of hydroxyethytene methacrytatB containing 

25 from about 20% to 90% or more of water, depending upon the polymer composition. These contact lenses are 
generally stored in a sterile aqueous solution, ordinarily consisting of an isotonic saline solution, in order to 
prevent dehydration and to maintain the lenses in a ready-to-wear condition. 

A container of the foregoing type, normally comprises a base member which is molded from a suitable in- 
jection-molded or thermoformed plastic material; for instance, such as polypropylene, and incorporates a cavity 

30 adapted to house the contact lens in the aqueous solution, and which is sealingly closed by a label-forming 
cover, preferably in the form of a flexible multi-layered laminated web or sheeting structure to provide a so- 
called blister package. This type of packaging arrangement has found widespread use in view of the inherently 
advantageous storing properties thereof and easy-to-dispense nature of the package by simply peeling the 
adherent cover from the base member, thereby enabling a user to gain ready access to the contact lens which 

36 is contained in the cavity of the base member. For example, a blister package which is adapted to provide a 
sterile sealed storage environment for a disposable, essentially single-use hydrophilic contact lens, which may 
normally be worn for a period of between about 8 to 1 6 hours during any 24-hour period, has the lens immersed 
in a sterile aqueous solution within the package, as is described in copending contemporaneously filed case 
VTN-38 (see item 16 on the attached Concordance. 

40 In the above-mentioned copending U.S. patent application, the blister package for storing and dispensing 
a hydrophilic contact lens includes an injection-molded or thermoformed plastic base portion or member in- 
corporating a molded cavity which is surrounded by an outstanding planar flange extending about the rim of 
the cavity. A flexible cover sheet, such as a multi-layered laminated structure Is adhered to the surface of the 
flange In order to sealingly enclose the cavity in a generally liquid-tight manner. The surface of the cover sheet 

45 may constitute a labeUnd be imparted suitable printing indicia informative of the product stored in the blister 
package, the name and address of the manufacturer, incorporate various decorative designs and logos as de- 
sired; and also provide for changeable information, such as lot numbers, expiration dates, fitting parameters, 
lens power, and the like in addition to the foregoing, such as may be required by FDA regulations. 

Heretofore, such blister packages have been generally sold as individual or single units and the imprinted 

so information provided thereon is completed for each blister package. 

However, when it is intended to sell arrays or multiples of such blister packages which are detachably in- 
terconnected, each containing respectively a single hydrophilic contact lens, the opportunity may arise for a 
diverter to pass off the relatively inexpensive disposable product contained in each of the respective detached 
blister packages as a more expensive single unit item. In essence, such single-use or disposable contact lenses 

55 could be conceivably passed off as more expensive reusable contact lenses, potentially causing significant 
economic losses to the manufacturer and sellers, while also raising the possibility of potential legal liabilities 
in the event that the product is not properly used or worn for extended periods of time so as to result in physical 
harm to a user. 
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At this time, there has accordingly been addressed the concept of the development of new and unique 
packaging arrangements of the blister package type, particularly for the containment of hydrophilic contact 
lenses in a sterile aqueous solution, wherein a plurality of base members, each formed with a cavity for con- 
taining a hydrophilic contact lens in a sterile saline solution, are adapted to be positioned in a contiguous array 

5 and sealingly covered by a single or unitary flexible cover sheet, the latter of which is preferably in the form 
of a flexible multMayered imprinted label-forming laminate. In this Instance, the laminate is provided with weak- 
ening lines, such as micro-perforating, intermediate each of the respective base members so as to enable in- 
dividual segments of the flexible laminate to be detached along the weakening lines or perforations without 
affecting the integrity of the sealed blister packages, and in conjunction with the therewith associated base 

10 member, to be separated from the array when it is desired to gain access to the single contact lens contained 
therein. 

In essence, the lines of perforations which are present in the laminate forming the unitary cover sheet for 
an array of interconnected blister packages provides an easy opening feature enabling a consumer to readily 
separate individual of the blister packages without damaging the sterile integrity of an adjacent blister package. 
15 Moreover, the perforations still provide adequate strength to remain for the laminate cover sheet material to 
enable automated material handling thereof; for instance, after post-hydratlon and shipment of the packages 
to the consumer. 

This type of array of multiple interconnected blister packages enables the compact packag ing of a plurality 
of such arrays, each possessing a specified number of contact lens-containing base members interconnected 

20 by a single flexible cover sheet, within the confines of a suitable container, such as a rigid paperboard carton. 
In the carton there may be compactly stored a plurality of interleaved and superimposed layers of arrays of 
blister packages; for example, each array having five interconnected blister packages each with a single con- 
tact lens disposed therein. The carton may be designed to store six arrays of blister packages, positioned In 
three tiers each consisting of two inverted and interleaved arrays, for a total of thirty blister packages; in es- 

25 sence, containing a 30-day supply of contact lenses for respectively one eye of a user. A packaging arrange- 
ment for contact lenses of that type which is in the form of arrays of interconnected blister packages is disclosed 
in applicant's copending EP-A-0 650 676. 

The blister packages which are formed through the Intermediary of this structure comprise a plurality of 
contiguously linearly arranged thermoformed or injection-molded base members each possessing a cavity for 

30 housing a hydrophilic contact lens in a sterile saline solution, and wherein the resultant array of such base mem- 
bers; for example, five (5) base members, is adapted to be sealingly covered and interconnected by a single 
flexible multi-layered laminated web segment which also forms a common printed label, preferably of the kind 
as disclosed in EP-A-0 646 471 . 

In the foregoing disclosure, the multi-layered laminated we b includes an outer layerof a plastic film material 

35 which is adhesively bonded to the surface of a supporting metallic foil, such as aluminum, or in lieu of the latter 
may be coated with silicon oxide, and in which the outer layer is illustrated as being double-side printed; in 
effect, on both opposite surfaces, although it is possible to contemplate Imparting the printing to only one sur- 
face of the outer plastic film layer. The surface of the outer plastic film layer which faces towards and is adhered 
to the metallic foil (or coated with silicon oxide) is imprinted with suitable indicia and legends which may consist 

40 of permanent information regarding the manufacturer and the product, logos, Instructive material, and decor- 
ative and advertising indicia relative the product in the blister package; whereas the opposite or exterior surface 
of the outer plastic film material layer may be imprinted with suitable variable information, such as expiration 
dates, lot/batch numbers, fitting parameters and other data specific to the packaged product. The interior sur- 
face of the outer plastic film material layer may be imprinted through the intermediary of suitable Ifthographic 

45 printing, either in single color or multi-colors and also provided with an appropriate printed background; where- 
as the variable information specific to the product which is imprinted on specific areas of the outwardly facing 
surface of the outerf ilm layer, may be printed thereon through thermal transfer printing, although the foregoing 
is set forth by way of example only, and other printing methods may be readily employable. 

so SUMMARY OF THE INVENTION 

Accordingly, in order to be able to provide the segments of the multWayered laminate web or sheet which 
are dimensioned to be able to be adhesively positioned on an array of base members in order to form covers 
and printing labels for each of the resultingly interconnected blister packages containing the contact lenses, 
55 the invention contemplates the provision of an apparatus containing structure for conducting a continuous web 
of the laminated web material to a printing station for imparting thereto specific changeable printing characters 
representative of the product In the blister package; and for advancing the printed laminate web to a perforating 
station for imparting predetermined spaced perforations transverse of the longitudinal advance of the web 
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which are definitive of the widths of the individual blister packages so as to be able to extend therebetween; 
conveying the transversely perforated web past a slitting station including a slitting blade for dividing the web 
in the longitudinal direction thereof into at least two widths each conforming to the transverse width of the blister 
packages onto which the laminate is to be placed; and advancing the slit web widths to a cutting station having 

5 a transversely extending cutting blade for severing the web into individual segments each of a length in con- 
formance with the length of the array of blister packages which are adapted to be covered by the segment form- 
ing the printed labels. Incorporated is a novel structure for intermittently drawing the web of the laminate ma- 
terial in a precisely dimensioned advancing motion so as to correlate the accuracy in the advance thereof with 
a scanning of the indicia or characters imprinted on the laminated web. Since the graphic repeats on the foil 

10 web are not exact from the information, the sensors scan the preprinted indicia or the field on the foil web to 
determine the exact pull length for character printing, character verification by a vision system, perforating and 
cutting. This will ensure the exactness in the lengths of the severed segments which are adapted to be placed 
and adhesively fastened to contact lens-receiving base members for forming the array of blister packages. 
More specifically, the invention contemplates the provision of an apparatus as described herein, which 

is incorporates sensors for scanning indicia or characters imprinted on the laminated web so as to provide control 
over the intermittent advance and exactness thereof by the laminated web so as to enable severing of the web 
into accurately dimensioned segments prior to placement of the segments on an array of base members. 

The invention also contemplates the provision of an apparatus as described herein whereby the perfora- 
tions transversely extending across the laminated web are implemented through a plurality of rotatable per- 

20 forating elements contacting the surface of the laminate web and which are spaced from each other in the 
direction of advance of the web so as to define the widths of each of the blister packages which are to be formed 
upon being covered by the segments of the laminated web material. 

Another aspect of the invention resides In the provision of an apparatus as described herein, wherein sen- 
sors operatively scanning indicia on the web correlate the incremental forward advance of the laminated web 

25 with the imprinted indicia or characters thereon, and whereby the sensors in response to the scanned char- 
acters imparted to the surface of the web by the printing device at the printing station, control the advance of 
the web and the precision thereof. 

Still another aspect of the invention resides in the provision of a novel method for printing, imparting per- 
forations, longitudinal slits and subsequent severing into segments of precise locations and lengths from a 

30 continuous web supply so as to produce severed segmented and perforated portions from the web which are 
adapted to be placed in an accurate alignment over contiguously positioned base members each containing 
a contact lens in order to form the array of interconnected blister packages which are adapted to be separated 
into individual blister packages along the transverse perforations extending therebetween without affecting 
the integrity of the contents of the blister packages. 

35 

BRIEF DESCRIPTION OF THE DRAWINGS 

Reference may now be had to the following detailed description of exemplary embodiments of the inven- 
tion, taken in conjunction with the accompanying drawings; in which: 
40 Figure 1 illustrates a generally diagrammatic side elevational view of an installation for the assembly of 
blister packages for the containment of contact lenses; 
Figure 2 illustrates a top plan view of the installation of Figure 1; 

Figure 3 illustrates a side elevational view of the apparatus pursuant to the invention for imprinting, per- 
forating, slitting and cutting into segments a continuous web of a laminated material preparatory to place- 
ts ment thereof on a plurality of contact lens-containing base members so as to form an array of blister pack- 
ages commonly interconnected by the severed segment; 
Figure 4 illustrates a plan view of the apparatus of Figure 3; 

Figure 5 illustrates, generally diagrammatical ly, an elevational sectional view of the apparatus taken along 
line 5-5 in Figure 3; 

so Figure 6 illustrates, on an enlarged scale, a diagrammatic sectional view through the perforating knife as- 
sembly for perforating the laminated web taken along line 6-6 in Figure 3; 

Figure 7 illustrates, generally diagrammatically, a plan view of the laminated web utilized for forming the 
cover structure and printed labels for the array of blister packages; 

Figure 8 illustrates a portion of the web of Figure 7 shown subsequent to the imprinting, perforating, slitting 
55 and severing into segments thereof; and 

Figure 9 illustrates the placement of a pair of segmented web portions as shown in Figure 8 in side-by- 
side relationship onto a plurality of base members for the formation of arrays of blister packages containing 
the contact lenses. 
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DETAILED DESCRIPTION 

Referring specifically to Figures 1 and 2 of the drawings, there is diagrammatically disclosed an installation 
1 0 for the packaging of contact lenses in arrays of so-called blister packages 12 comprising base members 

5 which are sealingly covered and connected by a single laminated flexible cover or sheet 14 adapted to con- 
stitute printed labels for each of the blister packages, as shown in Figure 9 of the drawings. The installation 
1 0 Is described in detail in the disclosure of copending contemporaneously filed case VTN-93 (see item 1 9 on 
the attached Concordance). 

In essence, in the installation 10, the contact lenses are each respectively immersed in a sterile saline 

10 solution contained in the cavity of a base member of a blister package 12, the latter of which is described in 
detail in the disclosure of copending contemporaneously filed case VTN-88 (see item 16 on the attached Con- 
cordance) and EP-A-0 650 676 referred to above. 

Briefly, each of the base members is adapted to be positioned In a recess formed in transfer pallet 18, 
whereby each pallet may be provided with ten (10) recesses, such as in two rows each of five (5) recesses, 

15 each adapted to house respectively one base member containing a contact lens in the sterile saline solution. 
The process for equipping such pallets with contact lens-filled base members may be implemented through 
a suitable dial arrangement 20 in which a turntable 22 is rotationally indexed to come into alignment with a 
placement device for positioning segments of a flexible laminate material over each of the arrays of base mem- 
bers containing the contact lenses so as to interconnect a linear array of five base members and form the arrays 

20 of blister packages as shown In Figure 3. 

The apparatus for preparing the laminated material segments which essentially forms the printed-label 
cover for each of the blister packages 12 and which also provides for the formation of two parallel rows each 
of five such blister package arrays, for instance, as shown in Figure 9 of the present application and as dis- 
cussed in detail hereinbelow, Is now elucidated with regard to Figures 3 through 6 of the drawings. 

25 Referring particularly to Figures 3 through 5, there is diagrammatically illustrated an apparatus 30 proc- 
essing a multi-layered flexible laminate to produce the printed label covers for the array of blister packages, 
with such laminate being preferably of the type disclosed in copending case VTN-88 referred to above, and 
which is supplied from a continuous supply roll of the laminate material. 

The apparatus 30 which is designed to provide specific product-identifying printing on the laminate ma- 

30 terial, perforations, slitting and cutting operations to provide for the separated cover segments for placement 
on the arrays of base members in the installation 10, as mentioned hereinbefore, basically includes a stationary 
frame structure 32 of rigid construction including a plurality of horizontally extending support beams 34 inter- 
connecting uprights 36 possessing leg sections 38 for firmly supporting the apparatus on a base or floor sur- 
face. On a horizontal beam extension 40, there is located a rotatably journal ed shaft and pulley unit 42 on which 

35 there is adapted to be rotatably mounted a continuous supply roll 44 of the flexible laminate material, the latter 
being of a width which corresponds to the width A of two parallel rows of base members of blister packages 
located in contacting end-to-end position, as shown in Figure 9 of the drawings, as would be the orientation 
thereof on the pallets 18 in installation 10. The web of laminate material which is unwound from the supply roll 
44 for transport through apparatus 30 is entrained over a plurality of idler rollers collectively designated by 50, 

40 including a tension member in the form of a device 52 which is intended to maintain a predetermined variable 
tension on the web 70 of laminate material dispensed from the supply roll 44 as the material enters the appa- 
ratus 30. Alternatively, a weighted roller device or a constant tensioner device may be substituted for the illu- 
strated variable tensioner member 52 which Is in the form of a roller unit. 

The laminate web 70 is conducted through a printing unit 60 which is mounted on an upper support beam 

45 structure 62 of the apparatus 30, such that suitable indicia, characters or legends, preferably, although not 
necessarily, by thermal printing, are adapted to be imprinted on the upper surface 72 of the laminate web 70 
at specific spaced intervals within designated areas 74, 76, 78 on each segment of the laminate web source 
to def ine lots, batch numbers, expiration dates, and fitting parameters, such as the power of the contact lens, 
for each respective blister package which Is to be produced in the installation 10. Fixedly mounted in the ap- 

so paratus 30 is a smooth-surfaced perforating drum 80 located downstream of a set of idler rollers, collectively 
identified by 82, and a dancer roller arrangement 84 for maintaining a predetermined longitudinal tension on 
the imprinted laminate web 70 as the latter is conveyed from the printing unit 60. The laminate web 70 is en- 
trained about the lower portion of the circumferential surface 86 of the perforating drum 80 so as to be trans- 
ported in slidable surface-contact therewith. 

55 Positioned on a support structure 90 of the framework of the apparatus 30 which supports idler rollers 82 

is a sensor arrangement 92, such as a camera unit, which is adapted to scan characters imprinted onto the 
surface 72 of laminate web 70 by the printing unit 60, as well as sensors (not shown) in the surface 86 of sta- 
tionary drum 80, for a purpose as elucidated hereinbelow. 
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Located In close proximity with the lower circumferential surface portion 86 of the drum 80 are a plurality 
of perforating knives 100, which may be serrated or toothed disc-shaped blades, as shown schematically in 
Figure 6, oriented coaxlaily with the longitudinal center axis the drum 80, and which are adapted to be reci- 
procated longitudinally therealong through the intermediary of displacements being imparted thereto through 

5 a pneumatically-operated piston and cylinder device 104, to be able to cause the teeth or serrations on the 
perforating knife or blade surfaces to cut into the laminated web and produce perforation lines 106 in the lam- 
inate web, as shown In Figures 7 through 9, in a direction extending transversely of the longitudinal or machine 
direction of the laminate web. 

A unique feature of the blades perforating the foil web against a hard surface 86 resides in that as particles 

10 are generated by this process, enhancing and ensuring a clean environment for the perforations. 

The perforating knives or blades for forming the perforation, in this case four in number, are oriented so 
as to be angled radially towards the longitudinal center axis of the perforating drum 80, and their cutting edges 
are spaced with regard to each other so as to produce lines of perforations at mutually predetermined spaced 
intervals along the length of the laminate web 70, as described hereinbelow. 

15 Arranged downstream of the perforating drum 80 in the direction of conveyance of the laminate web in 
the apparatus and mounted stationarily on an upper support 110 is a web slitting unit 112 equipped with a ro- 
ta table disc-shaped slitting blade or knife 114 oriented in the direction of conveyance for the web. Alternatively, 
instead of a rotary blade, the slitting may be effected by means of a •scissors-type" cutter or straight slitting 
blade. The slitting blade 114, during the conducting of the laminate web therepast, is intended to separate the 

20 web into two equally-sized continuous strips 70a and 70b, as shown in Figure 7 of the drawings. The slitting 
knife unit 112, is fixedly located at a predetermined distance downstream of the perforating knives 100 and 
drum 80 and includes a sensor arrangement for scanning the characters on the laminate web surface imprinted 
thereon by the printing unit 60. 

Supported for movement along a guide rail structure 120 of the apparatus 30 is a carriage 122 possessing 

25 spaced upright supports 124, 126 and mounting a cutting knife 128 movable transversely of the direction of 
conveyance of the laminated web through apparatus 30, enabling the cutting knife 1 26 to sever the perforated 
and longitudinally silt laminate web portions 70a, 70b into segments of predetermined length commensurate 
with the number of adjacently located base members of arrays of blister packages to be produced which are 
to be jointly covered thereby as a unitary printed label covering. The movable carriage 122 for the transverse 

30 cutting knife 128 is equipped with openable and closable slide grippers 130 for selectively engaging opposite 
side edges of the laminate web portions 70a, 70b. Movable vacuum devices 140 possessing suction units 142 
are adapted to be reciprocated vertically proximate the downstream outlet end of apparatus 30 so as to be 
able of engaging severed laminated web segments and transporting them towards the dial mechanism of the 
installation 1 0 for placement on the plurality of base members which are located in the pallets 1 8 so as to pro- 

35 duce completed arrays of blister packages 12 as shown in Figure 9, upon being adhered or sealed to each 
other. 

The graphics or indicia grouping position on the laminate web 70 is verified by a photoelectric sensor 
mounted just above the foil surface. Each time the web is pulled and is ready for cutting, the sensor state is 
tested to verify that diagonal stripes printed on the web have been positioned properly prior to cutting to ensure 
40 proper graphic grouping in the web. 

OPERATION OF THE APPARATUS 

The operation of the apparatus 30 which is employed to produce the unitary printed label cover structure 

45 for arrays of blister packages is now described as being essentially as follows: 

A supply roll 44 consisting of a continuous web of flexible multi-layered laminated material as described 
hereinabove which; for example, may be of a construction as disclosed in copending case VTN-88 referred to 
above, is mounted on the shaft and rotatable pulley unit 42, and the web is entrained over the idler and tension 
rollers 50, 52 so as to be conducted into and through the printing unit 60. In connection with the foregoing, 

so reference may be had to Figure 7 illustrating, for purposes of darity only, the web of material 44 being conveyed 
through the apparatus 30 in an imaginary generally flat planar motion. 

The forward or advancing motion to the laminated web 44 is effected through released sliding along the 
edges of the web by the sliding grippers 1 30 of t he movable carriage 1 22 when the latter is displaced rearwardly 
along the direction of double-headed arrow C towards the web slitting unit 112; the edges of the web 44 there- 

55 after being engaged by the sliding grippers 1 30, and the web then drawn forwardly upon advance of the car- 
riage 122 in the opposite direction along arrow C towards the outlet end of the apparatus 30. This, in effect, 
will Impart an intermittent or indexed advance or forward movement to the laminated web 70 through the ap- 
paratus 30. 
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During intervals when the edges of the laminated web 70 are not clampingly engaged by the sliding grippers 
130, stationary grippers 113 proximate the slitting unit 112 may be adapted to engage the laminated web 70 
so as to prevent any longitudinal shifting or possible flexing or bowing of the web which would negate the ac- 
curate or precisely measured indexed advance thereof and prevent the formation of the desired printed label 

5 covers for the blister packages. 

In the printing unit 60, the laminated web 70 is imprinted, for example through thermal printing, with suitable 
content identifying characters, representative of lot and batch number, and fitting parameter, such as lens pow- 
er of the contact lens which is to be contained in each subsequently to be formed blister package. As illustrated, 
the laminated web 70 is approximately twice the width of a single length of a base member of a blister package 

10 12 and; in effect comprises the width A of the two base members in a contacting end-to-end relationship, as 
shown in Figure 9 of the drawings. 

As the laminated web is conveyed from the printing unit 60 over a further series of idler rollers and dancer 
rollers 82, 64 which impart the necessary tension to the laminated web 70, it is passed about rotatable drum 
structure 80 of perforating knife arrangement 100. In this case, the web is directed to extend about the lower 

15 circumferential surface portion 86 of the drum as the perforating knives are adapted to pass transversely 
across the width of the laminated web 70 during the period when the web is stationary. 

As the perforating knives 100 are displaced transversely across the bottom of the drum 80 by the piston 
and cylinder device 104, the serrated or toothed edges 101 cut into the laminated web 70 so as to produce 
lines of microperforations, as shown in Figures 7 through 9, which are spaced apart 30 mm; in essence, the 

20 width of a respective base member of a blister package 12. Herein, there are provided four (4) perforating knives 
100 to form four perforation lines in parallel spaced relationship, with a total distance between the perforating 
knives 100 of 90 mm. Suitable air cylinders (not shown) may also be provided to control the depth of the per- 
forations being imparted to the laminated web 44 by the perforating knives 100. 

As leading end of the laminated web 70 is engaged by the sliding grippers 130 of the reciprocable carriage 

25 122, upon being in the position in which the carriage is retracted towards the slitting knife unit 112, with the 
edge grippers 130 engaging the web, the carriage 122 is displaced forwardly towards the outlet end of the 
apparatus 30, drawing the web forwardly by a precise distance, in this Instance by 150 mm, so as to provide 
a web length of 60 mm between each set of four lines of perforations so as to ultimately provide for the 30 mm 
widths of five adjoiningly connected base members for an array of blister packages. The carriage 122 upon 

30 being moved forwardly, causes laminated web 70 to be drawn through the web slitting unit 112 such that the 
rotary blade 112 slits the web into two continuous web portions 70a, 70b, each one-half the width Ashown in 
Figures 7 and 9. 

Upon the carriage 122 having completed the forward advance along guide rail structure 120, the trans- 
versely oriented cutting knife 128 located between upright supports 124 and 126 is actuated so as to sever 

35 the perforated and longitudinally slit laminated web portions 70a and 70b into the 1 50 mm lengths at precisely 
the middle of the 60 mm unperfdrated distance between the successive sets of four perforation lines. This re- 
sultingly produces five interconnected printed label covers from each severed web segment 44a and 44b. 

Subsequent to the severing of the laminated web portions 70a, 70b Into the required segments each of 
150 mm in length, the carriage 122 is retracted part of the distance towards the slitting knife device 112 so as 

40 to enable suitable vacuum structures 160 to each engage respectively one of the severed web segments and 
to transport them to the dial mechanism of installation 1 0 for placement over ten base members on a pallet 18 
so as to form two arrays each of f ive interconnected blister packages 12, as shown in Figure 9. 

The extent and accuracy in the forward indexed movement and displacement of the laminated web 70, as 
shown in Figure 7, is controlled through the intermediary of suitable sensors 92, such as camera devices, lo- 

45 cated adjacent the infeed end of the stationary drum 80 of the perforating knife structure 100, as sensors (not 
shown) in the drum facing the web 70, and whereby the indexed displacement of the cutting knife-mounting 
carriage 122 along the longitudinal extent of the apparatus 30 is also calibrated by sensors 172 located at the 
slitting device 112 which will read the precision in the positioning of characters imprinted on the laminated web 
by the printing unit 60 in correlation with the location of the characters entering the perforating station so as 

go to ensure that the distance the web has been indexed forwardly within predetermined parameters or variances, 
such as ± 0.2 mm for each intermittent advance of 150 mm for the laminated web. This is measured by the 
sensors 172 through scanning of the indicia or characters imprinted on the laminated web structure down- 
stream of the slitting knife arrangement and also the calibration in relation thereto by the sensors 92 scanning 
the positioning of the printed character in each of an appropriate printing field on the web. In the event that 

55 the displacement is inaccurate, in effect, exceeds the ± 0.5 or preferably 0.2 mm variation allowed for each 
150 mm of web advance, the apparatus 30 may include suitable structure for ejecting the incorrectly severed 
segments of the laminated web, and concurrently provide for an adjustment in the web feed mechanism of the 
apparatus, i.e. the displacement of carriage 122, so as to correlate the printed characters on the web 70 being 
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scanned by the sensors 92, 172 with the extent of forward displacement of the laminated web. 

Reverting to the web perforating arrangement, the latter of which includes perforating knives 100 in the 
form of four rotary cutting blades, each having perforating teeth extending about the circumference of the disk- 
shaped blade member, for example 40 blades per inch of circumference to form microperforations, as shown 

5 In Figure 6, the blades are supported in a housing 103 which is reclprocable across the width of the laminated 
web 70 along the lower surface 86 of the drum 80, upon the web being intermittently advanced into a stationary 
period at the drum, the four perforating blades as illustrated being spaced with respect to each other at the 
points of perforating contact with the laminated web so as to define a longitudinal spacing between perforation 
tines of 30 mm, four such perforations lines being formed, and thereafter the laminated web being advanced 

10 by the apparatus to produce a double spacing of 60 mm between sets of perforation lines; in effect, skipping 
one perforation line which, in lieu thereof becomes the transverse severing or cutting edge for the transverse 
cutting knife 128 to form the web segments for conveyance to the dial mechanism of installation 10. 

From the foregoing, it becomes readily apparent that the apparatus and method provides for a unique and 
highly precise system of imparting suitable printing, perforations, slitting and severing of the laminated web 

15 to produce segments prior to placement thereof onto the base members containing the contact lenses in order 
to form the required printed label covers for arrays of interconnected blister packages. 

Other aspects of the invention may provide imparting pneumatic pressure to the perforating blades or kni- 
ves which, as required, may exert Increased pressure of the knife cutting edges against the laminated web so 
as to force the knives deeper into the web during any sense the dulling of the knife edges. This may, of course, 

20 be implemented through suitable sensors (not shown) which determine the depth of the either partially deep 
or through microperforations in the laminated web at the web perforating arrangement 

While there has been shown and described what are considered to be preferred embodiments of the in- 
vention, it will, of course, be understood that various modifications and changes in form or detail could readily 
be made without departing from the spirit of the invention. It is, therefore, intended that the invention be not 

25 limited to the exact form and detail herein shown and described, nor to anything less than the whole of the 
invention herein disclosed as hereinafter claimed. 
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Concordance of Johnson & Johnson Vision Products 
Applications Filed on 9th June 1995 



J&J Ref. Spec Ref . 

VTN-73 8997. KLK 
Low oxygen molding of 

VTN-74 8998 .KLK 
Automated method and 
lenses. 



C*R Ref. 



Priority Appln. Ho. 



P13914EP USSN 257802 

soft contact lenses. 

PX3913EP USSN 258556 

apparatus for hydrating soft contact 



VTN-75 8999. WCR P13909EP USSN 257801 

Laser demolding apparatus and method. 

VTN-76 9000.WCR P13908EP USSN 257794 

Molding arrangement to achieve short mold cycle time. 

VTN-77 9001-XXX.SF9 P13907EP USSN 257786 

Contact lens production line pallet system. 

VTN-78 9002. JSS P13910EP USSN 258267 

Apparatus for removing and transporting articles from molds. 

VTN-79 9003-DTB P13947EP USSN 257785 

Mold halves and molding assembly for making contact lenses. 

VTN-80 9004. KLK P13950EP USSN 258264 

Method and apparatus for contact lens mold filling and 

assembly. 

VTN-81 9005-KLK P13949EP USSN 257791 
Automated apparatus and method for consolidating products for 
packaging. 

VTN-82 9006.SF9 P13948EP USSN 258265 

Mold separation method and apparatus. 

VTN-83 9007. KLK P13945EP USSN 257792 

Mold clamping and precure of a polymer izable hydrogel. 

VTN-84 9008-LP P13946EP USSN 257871 

Method and apparatus for demolding ophthalmic contact lenses. 

VTN-85 9009-LP P13993EP USSN 258263 

Method and apparatus for applying a surfactant to mold 

surfaces. 

VTN-86 9010-KLK P13995EP USSN 258557 

Automated apparatus and method for preparing contact lenses 
for inspection and packaging. 

VTN-87 9011-DTB P13994EP USSN 257799 

Ultraviolet cycling oven for polymerization of contact lenses. 

VTN-88 9012-LP PX3997EP USSN 257795 

Printed label structure for packaging arrangements. 
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17. VTN-91 9015. SF8 P13998EP USSN 257800 
5 Computer system for quality control correlations. 

18. VTN-92 9016. KLK P13996EP USSN 258654 
Consolidated contact lens molding. 

19. VTN-93 9017. WCR P13999EP USSN 257787 
10 Packaging arrangement. 

20. VTN-96 9166-11. SF6 P14005EP USSN 257790 
Production line tracking and quality control system. 

21. VTN-101 9292. JSS P14009EP USSN 257857 
15 Lena inspection system and method. 

22. VTN-102 9293. JSS P14007EP USSN 258340 
System and method for inspecting lenses. 

23. VTN-140 9119. JSS P14008EP USSN 258266 
20 A method of positioning ophthalmic lenses. 

24. VTN-150 9167 - SF5 P14006EP USSN 257793 
Interactive control system for packaging control. 

25. VTN-151 9168-LP P14003EP USSN 257789 
25 Apparatus and method for preparing printing labels. 

26. VTN-152 9169-LP P14004EP USSN 257788 
Apparatus and method for sterilization and secondary 
packaging. 

30 



35 Claims 

1. An apparatus for producing printed labels forming covers interconnecting a plurality of blister packages, 
said covers each being a segment severed from a continuous length of a laminated web, said apparatus 
including a framework for supporting said laminated web along a predetermined path of movement, com- 

40 prising: 

a) a movable carriage including grippers for engaging said laminated web and for intermittently advanc- 
ing said web along said path of movement; 

b) a printing arrangement for imprinting indicia on said laminated web at a first station along said path 
of movement; 

45 c) a perforating device for imparting a plurality of spaced lines of perforations to said laminated web 

at a second station, said lines of perforations extending transversely across the width of said laminated 
web; and 

d) said cutting structure being mounted on said movable carriage for severing-said continuous web 
portions into said segments to produce said printed label-forming covers. 

50 

2. An apparatus as claimed in Claim 1, wherein said perforating device comprises a stationary drum mount- 
ed on said framework, said laminated web being conveyable in sliding contact with at least a portion of 
the circumferential surface of said drum, and a plurality of perforating knives being engagable with said 
laminated web in spaced relationship along said drum surface portion for imparting said lines of perfor- 

55 ations to said web. 

3. An apparatus as claimed in Claim 2, wherein each said perforating knife comprises a rotatable disc- 
shaped blade having perforating serrations extending about the circumference thereof. 
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4. An apparatus as claimed in Claim 2, wherein a pneumatically-actuated piston and cylinder means is op- 
eratively connected with each said perforating knife for reciprocating said perforating knives across the 
width of said laminated web. 

5 5. An apparatus as claimed in Claim 4, wherein said perforating knives include structure for adjusting the 
depth of the perforations formed in said laminated web. 

6. An apparatus as claimed in Claim 1, wherein sensor means are operatively associated with said perfor- 
ating device for correlating the location of said perforating lines in said laminated web with indicia imprint- 

10 ed on said web by said printing arrangement 

7. An apparatus as claimed in Claim 6, wherein said sensor means comprises a camera for scanning the 
indicia imprinted on said laminated web. 

15 8. An apparatus as claimed in Claim 6, wherein said sensor means are located proximate the infeed of said 
laminated web to said perforating device. 

9. An apparatus as claimed in Claim 1, wherein a slitting arrangement is located at a third station down- 
stream of said perforating device in the direction of conveyance of the laminated web for slitting said web 

20 into at least two longitudinally extending continuous web portions. 

10. An apparatus as claimed in Claim 9, wherein said slitting arrangement includes a disc-shaped slitting 
blade for imparting a continuous slit to said laminated web in the direction of advance of said web for sev- 
ering said web into at least two continuous web strips of substantially equal widths. 

25 

11. An apparatus as claimed in Claim 10, wherein said slitting arrangement includes a stationary support for 
said slitting blade, and gripping means for clamping said laminated web during intervals when the grippers 
on said movable carriage are disengaged from said laminated web. 

30 12. An apparatus as claimed in Claim 1, wherein said movable carriage comprises a pair of spaced uprights, 
said cutting structure being located between said uprights, and actuating means being operatively con- 
nected to said cutting structure for placing said cutting structure into a web-severing condition upon the 
carriage reaching the forward advanced position thereof in said apparatus. 

35 1 3. An apparatus as claimed in Claim 12, wherein said cutting structure comprises a cutter blade for severing 
said web into segments of predetermined lengths. 

14. An apparatus as claimed in Claim 1 3, wherein said actuating means comprises a pneumatically-operated 
piston and cylinder arrangement 

40 

15. An apparatus as claimed in Claim 6, wherein said movable carriage includes sensors for scanning the 
extent of displacement of said carriage upon the rearward movement of said carriage towards said slitting 
arrangement, said sensors being operatively connected with sensor means at said perforating device for 
calibrating the accuracy of the forward displacement of said laminated web. 

45 

16. An apparatus as claimed in Claim 1, wherein vacuum suctioning devices engage said severed segments 
proximate the outlet end of said apparatus downstream of said movable carriage for placement on plur- 
alities of base members for forming arrays of blister packages. 

so 17. An apparatus as claimed in Claim 1, wherein said movable carriage advances said laminated web a dis- 
tance of 150 mm during each indexed forward motion of the carriage. 

1 8. An apparatus as claimed in Claim 1 , wherein photoelectric sensor means verify the position of indicia on 
said laminated web prior to actuation of said cutting structure to ensure proper web indicia grouping. 



55 



19. An apparatus as claimed in Claim 18, wherein said advance of 150 mm forms segments upon cutting 
said web each having a length of 150 mm and four spaced transverse perforation lines to produce printed 
label covers each conveying a linear array of blister packages of respectively each 30 mm in width. 
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20. An apparatus as claimed in Claim 1 8, wherein said carriage advance of 1 50 mm is maintained at a degree 
of accuracy of within ± 0.50 and preferably 0.20 mm. 

21. An apparatus as claimed in Claim 1, wherein a tension device imparts a predetermined variable tensile 
5 force to said laminated web during conveyance through said apparatus. 

22. An apparatus as claimed in Claim 21 , wherein said tension device comprises a weighted roller device or 
a constant tensioner unit 

10 23. A method for producing printed labels forming covers interconnecting a plurality of blister packages, said 
covers each being a segment severed from a continuous length of a laminated web, comprising the steps 
of: 

a) actuating a movable carriage including grippers for engaging said laminated web and for Intermit- 
tently advancing said web along a path of movement; 
15 b) imprinting indicia on said laminated web at a first station along said path of movement; 

c) imparting a plurality of spaced lines of perforations to said laminated web at a second station, said 
lines of perforations extending transversely across the width of said laminated web; and 

d) severing said continuous web portions Into said segments to produce said printed label-forming cov- 
ers. 

20 

24. A method as claimed in Claim 23, wherein said laminated web is conveyable in sliding contact with at least 
a portion of the circumferential surface of a stationary drum, and engaging a plurality of perforating knives 
with said laminated web in spaced relationship along said drum surface portion for imparting said lines 
of perforations to said web. 

25 

25. A method as claimed in Claim 24, wherein each said perforating knife comprises a rotatabie disc-shaped 
blade having perforating serrations extending about the circumference thereof. 

26. A method as claimed in Claim 24, wherein a pneumatically-actuated piston and cylinder means is oper- 
30 atively connected with each said perforating knife for reciprocating said perforating knives across the 

width of said laminated web. 

27. A method as claimed in Claim 26, wherein said perforating knives adjust the depth of the perforations 
formed in said laminated web. 

35 

28. Amethod as claimed in Claim 23, wherein sensors are operatively associated with said perforating device 
for correlating the location of said perforating lines in said laminated web with indicia imprinted on said 
web. 

40 29. A method as claimed in Claim 28, wherein said sensors comprise a camera for scanning the indicia im- 
printed on-said laminated web. 

30. A method as claimed in Claim 28, wherein said sensor means are located proximate the infeed of said 
laminated web to said perforating drum. 

45 

31. A method as claimed in Claim 23. wherein said laminated web is slit into at least two longitudinally ex- 
tending continuous web portions at a third station downstream of said perforating step in the direction of 
web conveyance. 

50 3Z A method as claimed In Claim 31, wherein said slitting is implemented by a rotatabiy journaled disc- 
shaped slitting blade for imparting a continuous slit to said laminated web in the direction of advance of 
said web for severing said web into at least two continuous web strips of substantially equal widths. 

33. A method as claimed in Claim 32, wherein said slitting step includes grippingly clamping said laminated 
55 web during intervals when the grippers on said movable carriage are disengaged from said laminated web. 

34. A method as claimed in Claim 23, wherein said movable carriage comprises a pair of spaced uprights, 
cutting said web into segments being affected between said uprights, and actuating said web cutting and 
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severing condition upon the carriage reaching a specified advanced position. 

35. A method as claimed in Claim 34, wherein said web severing Is Implemented by a linear cutting blade for 
severing said web strips into segments of predetermined lengths. 

5 

36. A method as claimed in Claim 35, wherein said cutting blade is reciprocated across said web by a pneu- 
matically-operated piston and cylinder arrangement 

37. A method as claimed In Claim 29, wherein said movable carriage includes sensors for scanning the extent 
10 of displacement of said carriage upon a rearward movement of said carriage towards a web slitting ar- 
rangement, said sensors being operative! y connected with sensors at said perforating drum for calibrating 
the accuracy of the forward displacement of said laminated web. 

38. A method as claimed in Claim 23, wherein vacuum suctioning devices engage said severed segments 
15 are engaged by suctioning devices proximate the outlet end of said apparatus downstream of said mov- 
able carriage for placement on pluralities of base members for forming arrays of blister packages. 

39. A method as claimed in Claim 23, wherein said movable carriage advances said laminated web a distance 
of 150 mm during each indexed forward motion of the carriage. 

20 

40. A method as claimed in Claim 39, wherein said advance of 150 mm forms segments upon cutting said 
web each having a length of 1 50 mm and four spaced transverse perforation lines to produce printed label 
covers each conveying a linear array of blister packages of respectively 30 mm in width for each package. 

25 41. A method as claimed in Claim 39, wherein said carriage advance of 1 50 mm is maintained at a degree of 
accuracy of within ± 0.50 and preferably 0.20 mm. 

42. A method as claimed in Claim 23, wherein a predetermined variable tensile force is maintained on said 
laminated web during the path of movement thereof. 

30 



35 



40 



45 



50 



55 



13 



EP0 686 564 A2 

FIG.I 



10 




14 



EP 0 686 564 A2 




15 



EP0 686 564 A2 




16 



EP 0 686 564 A2 




17 



EP 0 686 564 A2 




